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571 ABSTRACT

A tool interference checking method for checking
whether a tool (TL) will interfere with a workpiece
(WK) when the tool is transported relative to the work-

~ plece to cut the workpiece on the basis of NC data

comprising a number of blocks (B1-Bs), characterized

by having steps of obtaining tool travelling directions
+X, =Y, +X, +Y, +X) indicated by the NC data in

respective blocks, obtaining a tool offset path (TCP)
using the tool diameter and NC data, obtaining tool
travelling directions (+X, —-Y, —-X, +Y, +X) in re-
spective blocks of the tool offset path, comparing, for
each and every block, the tool travelling direction indi-
cated by the NC data and the tool travelling direction
indicated by the tool offset path, and rendering a deci-
sion to the effect that tool interference will occur if the
tool travelling directions are in non-agreement in at
least one block.

2 Claims, 11 Drawing Figures
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1
TOOL INTERFERENCE CHECKING METHOD

TECHNICAL FIELD
‘This invention relates to a tool interference checking

9 .
direction obtained by a tool diameter offset, and decid-
ing that the tool will interfere with the workpiece when
non-agreement is found. Further, in a case where tool
interference would occur, the method includes obtain-

5 ing a closed path, which includes an element in which

method and, more particularly, to a tool interference
checking method for checking beforehand whether a

tool will interfere with a workpiece when the tool is
transported relative to the workpiece while offset by

travelling direction heads backward, from a path ob-
tained by the tool diameter offset, and correcting the

- NCdatain such a manner that the closed path is elimi-

the tool diameter to cut the workpiece on the basis of 10

created NC data.

BACKGROUND ART

A numerical control device (referred to as an NC
device) moves a tool relative to a workpiece on the
basis of previously created NC data to subject the work-

15

piece to numerically controlled machining as com-

- manded. In such numerical control, the trajectory of the
tool center does not coincide with the desired machined-

profile, that is, with the path specified by the NC data,
but rather is a path offset, by an amount equivalent to
the tool diameter, from the machined profile to the right

nated.

BRIEF DESCRIPTION OF THE DRAWINGS

FIGS. 1(A)-1(C) are views for describing the present
invention in general terms;

FIGS. 2(A) and 2(B) are views for describing a
method of creating a tool offset path;

FIG. 3 is a block diagram of an automatic program-
ming apparatus for practicing a tool interference check-

~ ing method according to the present invention;

20

or left side thereof with respect to the travelling direc-

tion. Such a tool center trajectory is calculated auto-

matically by the NC device if the machined profile and
tool diameter, as well as a G-instruction for executing
- the tool diameter offset, are given. The tool is trans-
ported along the obtained path of the tool center to
finish the workpiece into the desired machined profile.
It should be noted that there are also cases where NC
data indicative of the path of the tool center (which data
are referred to as offset NC data) are created from the
-abovementioned NC data and tool diameter, and the
tool 18 moved in accordance with the offset NC data to
subject the workpiece to the desired machining.

25

30

FIGS. 4(A) and 4(B) are flowcharts of tool interfer-
ence checking processing;

FIGS. 5(A) and §(B) are tables for describing a ma-
chined profile and a tool travelling direction on an off-

set path; and

FIG. 6 1s a view for describing a machmed profile -
corrected according to the present invention, and a tool

- offset path

DESCRIPTION OF THE PREFERRED
| - EMBODIMENT

FIG. 1 is a view for descnbmg the present invention
in general terms, FIG. 2 is a view for descnbmg a

- method of creating a tool offset path.

35

There are situations where, depending upon the ma-

chined profile (part profile) and tool diameter, a tool
with interfere with the workpiece when the tool is
transported along the tool center path obtained by the
offset, thereby resulting in damage to the tool or in
excessive cutting which makes it 1mPoss1ble to obtain a
part having the commanded profile.

It is therefore necessary to check beforehand whether |
the tool will interfere with the workpiece when cutting

18 performed while the tool is being offset in accordance
with created NC data.

However, a method of checkmg for tool mterference
in a simple manner does not exist in the prior art.

SUMMARY OF THE INVENTION |

An object of the present invention is to provide a tool
interference checking method through which it can be
checked, in simple fashion, whether a tool will interfere
with a workpiece in a case where the tool is being trans-
ported relative to the workpiece to cut the workpiece

while being offset by the tool diameter in accordance_

with created NC data.

Another object of the invention is to provide a
method through which NC data can be corrected in a
case where tool interference could occur.

The present invention provides a tool interference
checking method for checking beforehand whether a
tool will interfere with a workpiece when the tool is
transported relative to the workpiece while being offset

45

~ elling directions in respective blocks B; (i=1, 2, ...

50
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by the tool diameter to cut the workpiece on the basis of 65

created NC data. The tool interference checking
method includes checking whether a travelling direc-

tion designated by NC data agrees with a travelling

Let us assume that a desired part profile has the shape
shown in FIG. 1(A). In such case, tool travelling direc-
tions in respective blocks B;(i=1, 2, ... 5) indicated by
created NC data are as follows:

+X; =Y; +X; +Y; +X (A)
If the diameter of a tool TL. is so small as not to exceed
a groove width L, then a tool center path TCP for
performing the machining illustrated in FIG. 1(A) will
be as illustrated in FIG. 1(B) and tool interference will
not occur. For the case shown in FIG. 1(B), namely for
a case where there is no tool interference, the tool trav-
5)
are based on the tool center path TCP are as follows:

+X; =Y; +X; +Y; +X (B)
These agree with the tool travelling directions (A) indi-
cated by the NC data. If the diameter of the tool TL is
large enough to exceed the groove width L, however,
the tool center path TCP following the tool offset will
be as shown in FIG. 1(C), so that the tool TL will inter-
fere with the workpiece WK and result in excessive
cutting and in uncut portions. For the case shown in
FIG. 1(C), namely for a case where tool interference
occurs, the tool travelling directions in respective
blocks B; (i=1, 2, ... 5) in accordance with the tool
center path TCP are as follows:

+X; -Y; -X; +Y; +X (C)
Thus, in terms of the travelling direction in block Bs,
there is a difference from the tool travelling direction in
(A) indicated by the NC data. In short, a travelling
direction indicated by NC data will not agree with a
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travelling direction indicated by a path obtained from a
tool offset if tool interference occurs, but a travelling
direction indicated by NC data will be in complete
agreement with a travelling direction indicated by a
tool offset path if tool interference does not occur.

In a case where tool interference occurs, the tool
offset path always has a loop LP that includes an ele-
ment L3 in which the travelling direction heads back-

ward. If this loop is eliminated, the tool interference

will no longer occur. It should be noted that if a pro-
grammed path comprises, say, two straight line L, L,
as shown in FIG. 2(A), and the angle a defined by these
lines is greater than 90° but less than 180°, then the tool
offset path is created through the following sequence:
prereading a move command (NC data) in a present
block bi and 2 move command (NC data) in the next
block by, obtaining a straight line L'; by offsetting the
straight line Lj in the present block b by the tool diame-
ter r; as well as a straight line L'; by offsetting the
straight line L; of the next block b; by the tool diameter
r1, and computing the coordinates of a point S; at which
the straight lines L’y and L'; intersect. A line segment
~ 505j connecting S; and the end point S, in the preceding
block will then be the tool offset path in block b;. By
thenceforth executing similar processing, a tool offset
path can be created by using NC data indicative of the
present block b; (i=1, 2, . . .) and NC data indicative of
ihe next block B;. 1. For a case where the angle a is less
than 90°; as shown in FIG. 2(B), a point of intersection
S11s found between a straight line L', which is obtained
. by a tool-diameter offset of a straight line L; in the

~present block, and a straight line L in the next block,
- and a_point of intersection S; is found between the
straight line L) of the present block and a straight line
L2 obtained by a tool-diameter offset of the straight line
L7 in the next block. When this has been accomplished,

the line segments S,S1, S1S; define the tool offset path in
block b;.

FIG. 3 is a block diagram of an automatic program-

. ming apparatus for practicing the tool interference

- checking method of the present invention.

- When creation of NC data by way of automatic pro-
gramming is completed, a processor 101 starts a tool
interference check under the control of a control pro-
gram. To facilitate the description, it will be assumed
that all blocks of created NC data are linear travel data,
that the total number of blocks is m, and that the com-
mand format is an absolute command format for two
axes (X, Y axes) simultaneously.

(a) The processor 101 first performs the operation
1—1, reads i-th and (i+ 1)th items of NC data stored in
a RAM 103, calculates tool travelling directions CX;,
CY; along the respective axes (X and Y axes) in block
B;, and stores these in a working memory 104. It should
be noted that the tool travelling directions along the
respective axes are obtained based on the relation, in
terms of magnitude, between the starting point of the
i-th block and the starting point of the (i-+ 1)th block.
More specifically, assuming that the starting point coor-
dinate values of the i-th and (i+ 1)th blocks are XY,
(Xi+1, Yi+1), respectively, the tool travelling direction
CX,along the X axis will be positive if X;1ZX; holds
and negative if X;, 1< X; holds, and the tool travelling
direction CY;along the Y axis will be positive if Y.
=Y; holds and negative if Y;1<Y; holds.

(b) Step (a) is repeated until the travelling directions
are found for all blocks. When the travelling directions
CX: CY;indicated by the NC data in all blocks have
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been obtained, tool offset path data in all blocks are
found through the technique described in connection
with FIG. 2, and travelling directions AX;, AY;in the
tool offset path blocks are found through the technique
of step (a). It should be noted that the tool offset path
data (end point) in each block is stored in a RAM 105,
and that the tool travelling directions AX;, AY;(i=]1, 2
. . . ) 1n each block are stored in the working memory
104.

(c) The processor 101 then performs the operation
1—1.

(d) Next, the processor 101 goes to the working mem-
ory 104 to read out the tool travelling directions CX;,
CY; AXi; AY;indicated by the NC data and tool offset
path data, respectively, in the i-th block. (Note that CX;,
AX; represent tool travelling directions along the X
axis, and that CY;, AY; represent tool travelling direc-
tions along the Y axis.) The processor checks whether
the tool travelling directions agree for each and every
axial direction and stores the result in the working mem-
ory 104. Thereafter, the processor checks, in similar
fashion, whether the tool travelling directions agree
along the respective axes in all blocks.

(¢) Next, when the results of the comparison are read
out of the working memory 104 and it is found that the
tool travelling directions agree for all blocks, a decision
is rendered to the effect that tool interference will not
occur, and NC data are created on the basis of the tool
offset path data, thereby ending the tool checking pro-
cess.

(f) If the tool travelling directions differ in at least one
block (inclusive of a case where tool travelling direc-
tions differ along one axis), then a decision is rendered
to the effect that tool interference will not occur and
NC data correction processing set forth below is exe-
cuted. It should be noted that the following steps (g)

through (m) are steps for obtaining the closed loop LP
[see FIG. 1(O)].

(g) Assuming that a block in which the tool travelling
direction heads backward is a k-th block, the following
operations are performed:

K—i

Y

(h) This is followed by calculating a line segment
Li+1 connecting the end pont of an i-th block and the
end point of an (i+ 1)th block on the tool offset path,
and by performing the following operation:

1—§—3j

(1) This is followed by calculating a line segment L;
connecting the end point of a (j— 1)th block and the end
point of a j-th block on the tool offset path, and by
determining whether the line segments L;. i, L; inter-
sect.

() If the line segments do not intersect, it is deter-
mined whether j=1 holds and, if it does not, the opera-
tion

j— 1

is performed and step (i) is repeated.

(k) If j=1 holds and L;, L; do not intersect, then
the operations

S+ 1—ss
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14+ 1—i

 are performed, the program returns to the step (h), and -

~ the foregoing processing is repeated in sumlar fashion
until L;;.1 amnd L;intersect. -

(m) When the lme segments L,.|.1 and L mtersect the

. coordinate values (X, Y.) of the point of i mtersectlon P,
are obtained and stored in the working memory 104.

(n) Next, NC data correction pI'OCCSSlng 1S can-ie'df -
—..out. -Speciﬁcally,_ offset _path data from the (J 4 l)th.

6

. ‘more, a loop is found which includes a block having an

‘block to the i-th block are eliminated. Next, the offset

path data in the j-th block are replaced by the coordi-
- nate values X., Y, of the point of intersection P; to

~correct the offset path data, and offset NC data are
- created based on the corrected offset path data.

' 15

(p) Thereafter, the offset path data are output to a

tape puncher 106 to create an NC tape 107. R
- To better understand the foregoing processmg, an
.. embodiment will now be described in which the present
invention is applied to the case shown in FIG. 1(C). .

-(a") Travelling direction in an i-th block B; (i=1, 2.

5) demgnated by NC data is as shown in FIG. 5(A) -

and is stored in the workmg memory 104.
~(b’) Travelling direction in an i-th block B,dmlgnated

by a tool offset path is as shown m FIG. S(B) and llke-'--

w15e is stored in the working memory 104.
~(c") When the tool travelling directions in each block

B; of FIGS. 5(A), (B) are compared, it is found that the _ whether a tool will interfere with a workpiece when the

tool is transported relative to the workpiece to cut the -
‘workpiece on the basis of NC data including a number
- of blocks, said method comprising the steps of: T
(a) obtaining a tool travelling direction mdlcated by- -

tool travelling dlrectloa heads backward in the third
block (k=3).

(d’) Accerdmgly, the operatlons I—i,
- 1—-8(=2)—] are performed, and it is determined

whether the line segment Li+1( L4) 311d the ]1113 333"; o

-ment L{==L,) intersect.
| (e¢’) Since the line segments L4, L2 do not mtersect

: the operation j— 1(- 1)—j is performed, and it is deter-

20

30

l_.ys,

10

25
- ﬁeld of automatlc NC data creation.

offset path different from the travelling direction indi-
cated by the NC data, and the NC data can be created

- in simple fashion merely by so correctmg the dataasto

eliminate the loop. -
- The foregoing descnptlon relates to a case where the

machined profile is composed of straight lines. How-

ever, the tool interference check would of course be
performed in a similar manner even if a machined pro-
file includes circular arcs. In addition, though it has
been described that offset NC data are delivered as an

output, an arrangement is also possible wherein NC.
data are corrected based on the coordinate values (X,,
Ye) of the point of .intersection and tool radius r and

then delivered as an output. -

| Industrlal Applicability
Accordlng to the present invention, when a tool is.

moved in accordance with NC data created by an auto-
‘matic programming apparatus, whether or not tool
interference will occur is checked before the fact, and
- the NC data can be corrected in simple fashion if it is

found that tool interference will occur. The present
invention is therefore well-suited for appllcatlon in the

We claim: |
1. A tool interference checkmg method for checking

~the NC data in each of the blocks;

35 . (b) obtaining a tool offset path by executing tool

mined whether the line segment L;; 1(=L4) and the line

segment L{=L1) intersect.
(F') Since the line segments L4, L1 do not intersect and
J==1holds, the operations s+ 1(=2)-»s, i+ 1(=4)—i are

performed, the line sgment L;1 1(=Ls) is obtained, the

operation_ 1—8—j(=2) is performed, the line segment

Li{=L5>) is obtained, and it is checked whether the line
segment L;.1(= Ls) and the line segment L{=L3) mn-
tersect.

(g) Since the line segments L,+ 1(==L5s), L,(-—Lz)
intersect, the coordinate values X, Y. of the point of
intersection P, are calculated and stored in the RAM
104, the offset path data from the (j+ 1)th block (third

block) to the i-th block (fourth block) are cancelled, and

the offset path data in the j-th block, namely the second
block, are replaced by X, Y. to correct the offset path
data.

(1) Thereafter, the correct offset path data are deliv-

ered as an output to the tapepuncher 106. It should be

45
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noted that the machined profile specified by the offset

- NC data is as shown by the solid line in FIG. 6, while

the tool offset path is as shown by the one-dot chain line

in FIG. 6. |

~ Thus, according to the present invention as described
above, it 18 determined whether there is agreement be-
tween a tool travelling direction indicated by NC data
and a tool travelling direction indicated by a tool offset
path, and a decision is rendered to the effect that there
is no tool interference when agreement is found, and to
the effect that there is tool interference when non-

. offset processing based on a diameter of the tool
~and each block of the NC data; = L
(c) obtaining a tool travelling direction in each block
of the tool offset path;
(d) comparing, for each and every block, the tool -
travelling direction indicated by the NC data and
the tool travelling direction mdlcated by the tool
offset path; |

(e) determining that the tool will not mterfere with

~ the workpiece when the directions compared in
step (d) agree in all blocks;

(f) determining that the tool will interfere with the
workpiece if the directions compared in step (d) do
not agree in at least one block;

(g) obtaining, when the tool will interfere with the
workpiece at an intersection of two segments of the
tool offset path, a loop which starts from and ends
at the intersection and includes a segment specified
by the block in which the tool travellmg directions
are in non-agreement; and

(h) correcting said NC data so as to eliminate said
loop.

2. A tool mterference checking method for checking

60 whether a tool will interfere with a workpiece when the

65

agreement is found. This enables a tool interference

check to be performed simply and reliably. Further-

tool 1s transported relative to the workpiece to cut the
workpiece on the basis of NC data including a number
of blocks, said method comprising the steps of:
(a) obtaining a tool travelling direction indicated by
the NC data in each of the blocks;
(b) obtaining a tool offset path by executing tool
- offset processing based on a diameter of the tool
and each block of the NC data;
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7 8
(c) obtaining a tool iravelling direction in each block (g) obtaining, when the tool will interfere with the
of the tool offset path; workpliece at an intersection at which two seg-
(d) comparing, for each and every block, the tool ments of the tool offset path intersect each other, a
travelling direction indicated by the NC data and loop which starts from and ends at the intersection
the tool travelling direction indicated by the tool 5 and includes a segment specified by the block in
offset path; which the tool travelling directions are in non-
(e) determining thai the tool will not interfere with agreement;
the workpiece when the directions compared in (h) correcting the tool offset path so as to eliminate
step (d) agree in all blocks: said loop; and
(f) determining that the tool will interfere with the 10 (i) creating NC data on the basis of said corrected
workpiece if the directions compared in step (d) do tool offset path.
not agree in at least one block: L L
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